du Dart Aerospace Ltd. 


Date: ' Monday, 7/16/2007 2:42:03 PM A 
* User * Kim Johnston i 
À y Process Sheet 


I Customer : CU-DAR001 Dart Helicopters Services Drawing Name : HIGH AFT X-TUBE 412 


| Job Number : 33540 


| Estimate Number —: 10559 
-P.0. Number : PIA Part Number : D412664203 


Se - This Issue : 7/16/2007 S.O. No. : NIA Drawing Number : D412-664-243 REV D 
I Prsht Rev. : NC Project Number : N/A 

| .First Issue È MA Type =: LANDING GEAR Drawing Revision : D 

Å Previous Run — 33539 | Material WIA 

| Written By 3 Due Date : 8/5/2007 


Checked & Approved By 
Comment . 1 EstRev:E 04.02.16 Reformat; Added D3189-1 K/DS 


EstRev:F 06-03-29 Remove Coments on Pick List JLM 
EstRev:G 06.12.08 per ECN 886 EC. 
Est Rev:H 07-04-30 As per Rev D JLM 


Additional Product 


Job Number: | 


JA 


A Machine Or Operation: Description : \ 
10 DELÈ DOCUMENT CONTROL UY, 
MI Ms e >. 
Comment: DOCUMENT CONTROL i 
Photocopy bluefile and create labels as per PPP D412-664-203 CHG 006 ' IN (92 


Crosstube Material 


D6009129 


ILL 


Comment: Qty: 1.0000 Each(s)/Unit Total: ‘10000 Each(s) 
Pick: Mt NON 
QtyPart number Description Batch 
1 D6009-129 Crosstube 


Check OD = 3.500"; ID = 2.250" IL salie lò i 
30 MORI SEIKI MORI SEIKI CNC LATHE LARGE 


I mu 


RT DAL LANSE 


Comment: MORI SEIKI CNC LATHE LARGE 


Hi 


EN es 


1-Fill tube with sand & install plugs DT8534 on both ends as per Folio FA166 
: Ve x 
2-Tum first side as per Folio FA166 — L g A LÒ) 7/10 (IR 
e | g 


3-Deburr & Inspect for surface damage. Repair damage within limits as per Dwg D412-664-243. Moul 


QC1 INSPECT ALL DIM TO DIM SHEET 
— Of? 


Comment: INSPECT ALL DIM TO DIM SHEET 


Pane 1 Farm: mrncass 


A oa : NN 
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Date: Monday, 7/16/2007 2:42:03 PM 
User: |. Kim Johnston Process Sheet 


` Customer: , CU-DARO01 Dart Helicopters Services Drawing Name: HIGH AFT X-TUBE 412 


Job Number: 33540 Part Number: D412664203 


Seq. #: Machine Or Operation: Description : 
ORI SEIKI MORI SEIKI CNC LATHE LARGE 


Comment: MORI SEIKI CNC LATHE LARGE 


1-Tum second side as per Folio FA166 


2-Deburr 8 Inspect for surface damage. Repair damage within limits as per Dwg D412-664-243. 


3- Remove sand and plugs DE E ul O 7 á Q /I (2 


` 4-Soribe part # and batch # using vibrating stylus as per Dwg D412-664-243 Inside of 
Cuff(Donot engrave on outside of tube) 


Sl 


Comment: INSPECT ALL DIM TO DIM SHEET 


IL 


Comment: SECOND CHECK 
LANDING GEAR 1 


Comment: LANDING GEAR RESOURCE 1 


INSPECT ALL DIM TO DIM SHEET 


SECOND CHECK 


1-Polish entire outside surface of crosstube 


INSPECT WORK TO CURRENT STEP 


k QC5 
Comment: INSPECT WORK TO CURRENT STEP l ' | ( 


10.0 HAND FINISHING‘ HAND FINISHING RESOURCE #1 
Comment: HAND FINISHING RESOURCE #1 T . 
Chemical Conversion Coat as per QSI 005 4.1 : ) p / a Li Ò a 
11.0 QC3 INSPECT POWDER COAT/CHEMICAL CONVERSION 


HK 


Comment: Inspect work & Chemical conversion Coat 


o 


Pane 2 l Farm: mranass 


Date: Monday, 7/16/2007 2:42:03 PM 


User: Kim, Johnston Process Sheet 
© Customer: ‘CU-DAR001 Dart Helicopters Services Drawing Name: HIGH AFT X-TUBE 412 
ki 1 
Job Number: 33540 j Part Number: D412664203 
om UL 
Seq. #: Machine Or Operation: Description: 


BENDING MACHINE 


ENDING 


7-/65-93 


Bend tube as per Dwg D412-664-243 using CNC bender program 412-af and Folio FTO10 
QC15 DIMENSIONAKGHECK OF X-TUBES 
LANDING GEAR 1 LANDING GEAR RESOURCE 1 


Comment: BENDING MACHINE 
Comment: DIMENSIONAL CHECK OF X-TUBES 
Comment: LANDING GEAR RESOURCE 1 


1-Drill pilot holes in tube as per Dwg D412-664-243 using drill Jig DT8550 8. DT8551 


2-Ream hole to finish size in tube as per Dwg D412-664-243using drill Jig DT8550 8. DT8551.Check / 
dimensions between holes, both sides on both cuffs, to ensure alignment with saddle holes. 


3-Deburr 8. Inspect for surface damage. Repair damage within limits as per Dwg D412-664-243 


HAND FINISHING1 HAND FINISHING RESOURCE #1 


AH MA 


Comment: HAND FINISHING RESOURCE #1 J 
Chemical Conversion Coat as per QS! 005 4.1 J 


Maya 


Comment: INSPECT POWDER COAT/CHEMICAL CONVERSION 


5 INSPECT WORK TO CURRENT STEP 


Comment: INSPECT WORK TO CURRENT STEP 
OUTSIDE SERV.10 OUTSIDE SERVICES -LG 


HAN | wa 


Comment: Sub-Contracting OUTSIDE SERVICES 
Liquid Penetrant Inspection as per QSI 0380r 


Issue P/O: YG Ip LPI as per ASTM 1417 Å LO ol Ue (0) 


Level 2 Attach copy of NDT results to work order 


| Pane 3 . i Farm: rnranass 


¡PoR _QRQQo DAN EDE EN AE et TA INITIERE GE 
Dåte: Monday, 7/16/2007 2:42:03 PM 
User: i Kim,Johnston 


à 


Process Sheet 


` Customer: ‘CU-DAR001 Dart Helicopters Services 
a f 


Job Number: 33540 


ses Mk 


Seq. #: 


Machine Or Operation: 
PACKAGING 1 


Aki 


PACKAGING RESOURCE #1 


Description : 


Drawing Name: HIGH AFT X-TUBE 412 


Part Number: D412664203 


HAL 


Comment: PACKAGING RESOURCE #1 
Inspect for transit damage 
Ensure copy of NDT results attached to work order. 


SÙ 


Comment: Inspect for damage & ensure results are as per Dwg D412-664-203 
SPRAY PAINTING l SPRAY PAINTING 


Comment: SPRAY PAINTING 
1-Prime inside and outside crosstube as per QSI 005 4.2 aK 


2-Paint outside crosstube with White Imron as per QSI 005 4.2 
QC14 INSPECT SPRAY PAINT 


Kl 


OF - (8-3 I 


Comment: Inspect Spray Paint 
Wrap in plastic bag to protect from scratches | 
D3595 Rubber Cushion (per sq ft) 


HA 


Comment: Qty.: 0.0492 sf(s)/Unit Total: 
Rubber Cushion (per sq ft) 

.630" x5.70" x2pcs 

Batch: DERS 


D2856600 


24.0. 
| 


0.0492 sf(s) 


Abrasion Strip 


Comment: Qty.: 1.7640 f(s)/Unit Total: 1.7640 f(s) 
Pick: 


Å Qty Part number Description Batch 
| " LAG 
| 2 DN to 10.090") Abrasion Strip Jé 


1.0000 Each(s)/Unit Total: 


Comment: Qty.: 
Pick: 
Oty Part number 
1 D2896-1 


1.0000 Each(s) 


Description Batch 


Support — 30100 


| Pane 4 


AX otr” lo %) 


MIN 


a ER al 


Farm: mraress 


Monday, 7/16/2007 2:42:03 PM 
Jonsen Process Sheet 


* Customer: 'CU-DAR001 Dart Helicopters Services Drawing Name: HIGH AFT X-TUBE 412 


Job Number: 33540 Part Number: D412664203 


ue (II 


Seg. #: 


Machine Or Operation: Description : 
Chafing Shield 


SL LU 


Comment: Qty.: 2.0000 Each(s)/Unit Total: 2.0000 Each(s) 


Pick: 
Qty Part number Description Batch Foo JA 


2 D3189-1 Chafing Sheid FE REN 07-10-31 


MS2192028 Clamp(per MIL-DTL-8783C) 


Comment: Qty.: 4.0000 Each(s)/Unit Total: 4.0000 Each(s) 
Pick: 
Qty Part number Description Batch 
4 MS21920-28 Clamp 4 


MS2192030 clamp(per MIL-DTL-8783C) 


Comment: Qty.: 2.0000 Each(s)/Unit Total: 2.0000 Each(s) 
clamp(per MIL-DTL-8783C) 
batch: ZZO LIY | 
LANDING GEAR 1 LANDING GEAR RESOURCE 1 


LL e E 


Comment: LANDING GEAR RESOURCE 1 
Assemble as per Dwg D412-664-203 


1-Install supports with magnobond as per QSI 015 Adhere for for 12 Hrs 


AIR 6398 Magnobond' Batch: 10 
Expiry Date: Q 


NT 


Comment: INSPECT WORK TO CURRENT STEP 


31.0 PACKAGING 1 PACKAGING RESOURCE #1 


MG Hi 


Pane 5 


Comment: PACKAGING RESOURCE #1 
Pick Packing Kit 


_ Farm: mrnnress 


Date: Monday, 7/16/2007 2:42:03 PM . 
User: Kim Johnston Process Sheet 


L 


* Customer: «CU-DAR001 Dart Helicopters Services Drawing Name: HIGH AFT X-TUBE 412 


4 


Job Number: 33540 Part Number: D412664203 


Seq. # Machine Or Operation: . Description : 


40A Bolt 


E° Comment: Qty.: 4.0000 Each(s)/Unit Total: 4.0000 Each(s) 


Bolt 
Baton Mo Ki SF 


AN641A 


mm Mi 
sa 


Comment: Qty.: 2.0000 Each(s)/Unit Total: 2.0000 Each(s) 
Bolt 


Batch: Meet As M 101 


AN960.D616 Washer 


Comment: Qty.: 18.0000 Each(s)/Unit Total: 18.0000 Each(s) 
Washer 


Bath: MIOS lA 


MS21042L6 


Comment: Qty.: 6.0000 Each(s)/Unit Total: 6.0000 Each(s) i | 
Nut ; | 


Batch: M lo 4744 


Mi 


Comment: INSPECT 10096 KITS FOR COMPLETENESS 
PACKAGING 1 PACKAGING RESOURCE #1 


AL no MA 


| Comment: PACKAGING RESOURCE #1 
Identify and pack for shipping as per PPP D412-664-203 


*e***Ensure tube is not packaged if curing time is less than 12 hrs, see step 27 for application time 8. date 


EA] 


Time & date of packaging: DA ulo e 2.00 ad Gal la 


Location: 


Pane 6 Farm: mracass 
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Date: Monday, 7/16/2007 2:42:03 PM 


User: Kim Johnston Process Sheet 


* Customer: «CU-DAR001 Dart Helicopters Services Drawing Name: HIGH AFT X-TUBE 412 


Job Number: 33540 Part Number: D412664203 


e li 


Machine Or Operation: 3 Description : 
FINAL INSPECTION/W/O RELEASE 


LIL LUI 9 


Comment: FINAL INSPECTION/W/O RELEASE 


ve |" 


Pane 7 Farm: mrnress 
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Work Order: 


D412-664-243 


DART AEROSPACE LTD 


Description: Crosstube Assembly (412 High Aft) 


Part Number: 


Page 1 of 1 


Inspection Dwg: D412-664-243 Rev: D 
FIRST ARTICLE INSPECTION CHECKLIST 


[x] First Article | ] Prototype 
‘ > Actual 
Inspection Sheet Tolerance 
Drawing Dimension Dimension 


2.684 +0.005/-0.000 | Q ASS! 
2.748 +0.005/-0.000 
CO 
i CA 


Method of 


É Comments 
Inspection 


— 3429 —|+0.008-0.000 [3/37 
— 2990 — | +0.0090.000 [5 GQ YA 
Hø NET Yn 
Dam | wooo 14,979" 
EE = PA 
+0.0050.000 [3/67 | 
— 3308 | +0.005/-0.000 3, 3// | 


{I 
O 
— 
(eo) 
+ 
o 
O 
(©) 
al 
> 
i 
O 
O 
O 
W 
O DM 
per 


NY 


3.429 +0.005/-0.000 | 34/35" 
2.990 +0.005/-0.000 |9 Q Qa" | 
+0,005/-0.000 | 9, 69 1 


VAN 
L 


Dam | wooo 19475" 


— bete:[07/0//2 


NY 


H:\FORMS\Quality Assurance\approved QA\FAIB Rev A + 


IDART AEROSPACE LTD Work Order: | 332270 | 
pr TO EE Sk AN 
| Description: Crosstube High Aft(412) | i 


Description: Crosstube High Aft (412 Part Number D412-664-203 
eres a FEED ini 
I — I ee | 1 of 1 


1/2 Span 53.59 53.85 
Ansie SR i 550 ei 
107.18 107.70 


[ Min | Max | 
24.24 24.50 
49 52 


PG 


Date SAY OZ 


CY) 
QC15 Inspection 
| Date | % euoz4 |] 


Rev Date 


Change 
A 07.02.06 | New Issue à på. 


B 07.05.08 | Dimensions updated per Dwg rev. D — (Id 


H:lso\forms\dimension sheetslapproved DS\Blank-XtubeBend-DimSheet rev C.doc 


a n DART AEROSPACE LTD 
PA HAWKESBURY, ONTARIO, CANADA 


CHECKED APPROVED ,,/ |DRAWING NO. REV. D 
PA |D412-664-243 SHEET 1 OF 3 


DATE TITLE SCALE 
07.03.09 CROSSTUBE ASSEMBLY (412 HI AFT) nrs 


01.10.17 | NEW ISSUE 


WITH BHT/AA SKIDTUBES 


REMOVE D2856—-600-1087, ADD 
D2732-058 & MAGNOBOND 6398 
MS21920-32 WAS MS21920-30 


REMOVE D2732-058, CHANGE TO 
D3595—063-570 


| Qty | 
Es 
IX | 
EN A 
| 2 |D3596-063-570 — | RUBBER CUSHION 2 | 
| 2 |D2856-600-1000 | ABRASION STRIP 7 io | 
FØR NEVE AAA PEA A 
| 4 [Ms2192028 | 


4 | MS21920-28 CLAMP 
I 2 | MS21920-30 CLAMP (OR MS21920-32 
I 2 | D3189-1 CHAFING SHIELD 


KE A AS 
AIR | MAGNOBOND 6398 | ROCKWELL SPECIFICATION RBO-120-023 
ADHESIVE (TEXTRON/BELL SPEC. 299-947-100, 
TYPE II, CLASS 2 ADHESIVE 
EE ARA AE SE An 


L NOTES: 


GENE 


1) TOLERANCES ARE PER DART QSI 018 UNLESS OTHERWISE NOTED. 
2) MATERIAL: MANUFACTURED FROM D6009-129 
FINISHED LENGTH = 124.09+0.020 
3) FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 
PRIME INSIDE AND OUTSIDE PER DART QSI 005 4.2 
PAINT OUTSIDE PER DART 005 4.2 
4) PART IS SYMMETRIC ABOUT CENTERLINE. 
5) RUN-OFF PART. BLEND OUT EDGE LONGITUDINALY, TRANSITION SHOULD BE 
SMOOTH. 
6) BEND PROGRESSIVELY WITH A MINIMUM OF 8 PASSES. MAXIMUM TUBE 
FLATTENING DUE TO BENDING IS 6% BASED ON O.D. 
7) LIQUID PENETRANT INSPECT OUTSIDE SURFACE OF CROSSTUBE PER QSI 038. 
8) SCRIBE DART PART NUMBER AND BATCH NUMBER IN THIS AREA WITH VIBRATING 


2 STYLUS. 
9) INSTALL D2856-600-1009 ABRASION STRIP WITH A 0.13 (REF) GAP ON BOTTOM SIDE 

OF CROSSTUBE PER QSI 035. SHOP COPY 

10) EXTREME CARE MUST BE TAKEN TO PROTECT THE OUTSIDE SURFACE OF THE RETURN TO 


TUBE. THE OUTSIDE SURFACE MUST BE SMOOTH AND FREE FROM SURFACE E 
DEFECTS SUCH AS SCRATCHES, NICKS, OR DENTS. DEFECTS UP TO 0.005” MAY BE ENGINEERIN 
BLENDED OUT LONGITUDINALLY. CIRCUMFERENTIAL GRIND MARKS ARE | TROLLED COPY 
UNACCEPTABLE. GNGO DUE 
11) APPLY A 0.03" TO 0.06" THICK LAYER OF MAGNOBOND 6398 TO THE SURFACE OF SUBJECT TO AME” 
D2896-1 THAT WILL BE IN CONTACT WITH THE CROSSTUBE PER QSI 015. LET CURE © wyTHOUT NOTICE 


FOR 12 HOURS AFTER INSTALLATION AND PRIOR TO PACKAGING. TORK ORDER 
12) INSTALL MS21920-30 CLAMPS (OR -32) WITH D3595-063-570 RUBBER CUSHIONS TO W yo D 
SECURE D2896-1 SUPPORT ON TOP SIDE OF THE CROSSTUBE. ENSURE CLAMPS NO.. LET for 


ARE OPPOSITE CROSSTUBE SUPPORT. 
13) TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS SHOWING IN 
SAFETY AND THAT NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. 


Copyright @ 2001 by DART AEROSPACE LTD 
THIS DOCUMENT IS PRIVATE AND CONFIDENTIAL AND IS SUPPLIED ON THE EXPRESS CONDITION THAT IT IS NOT TO BE USED FOR ANY PURPOSE OR COPIED 
OR COMMUNICATED TO ANY OTHER PERSON WITHOUT WRITTEN PERMISSION FROM DART AEROSPACE LTD. 


31.96" (812mm, REF) 3.500 (STOCK, REF) A AN AN VEN D2896—1 SUPPORT (1) 


TO END OF R102.0 BEND 0.625 (REF) D3595-063-570 RUBBER CUSHION (2) 
ALONG CENTERLINE MS21920-30 CLAMP (2) 
MS21920-28 CLAMP (2) 
; D2856-600--1009 ABRASION STRIP (1) 
16.78" (426mm, REF) (2 PLACES PER CROSSTUBE) (e 


ALONG CENTERLINE /N AN D3189-1 CHAFING SHIELD (1) 
OF R30.0 BEND £7 (INSTALLED OVER ABRASION STRIP) 
24.3710.13 


R102.0+2.0 


13.26" (REF) £ R30.0+2.0 
(337mm) Å / 


. ASSEMBLY DETAIL 
ME A EN 
55.03 (REF) +0.005 
ø0.386*9:00 


SCALE 1:10 HOLE TO BE ALIGNED 


WITHIN +0.001 OF HOLE 

ON OTHER SIDE OF CUFF . RELEAS 
SEE DETAIL A R100.0 TRANSMON BETWEEN R100.0 TRANSITION BETWEEN 
ON SHEET 3 TAPERED SECTIONS TAPERED SECTIONS 


ler 


TURNING DETAIL AND reg 
ALIGNED WITHIN +0.001 
SCALE 1:10 OF HOLE ON OTHER SIDE 
OF CUFF 


62.05 
(REF) 


APPLY MAGNOBOND = 
3.500 BETWEEN D2896—1 AND SCALE 2:5 
(STOCK) THE CROSSTUBE 


13.315+0.030 
21.707+0.030 
30.099+0.030 
39.050+0.030 
48.001+0.030 
55.546+0.030 
59.546+0.030 


8 3 
o (el 
å È 

å 
Q n 
wo a 


hans 


D2896-1 


2.500+0.005 


2.748:9908 (REF) SEE DETAIL C 
2.88423:388. (REF) ON SHEET 3 
3.019:8:388 (REF) d D3595-063-570 
3.163:2:005 (REF) RUBBER CUSHION 
(UNDER CLAMP, REF) 


TAPER UNIFORMLY FROM 


3.429 8888 THROUGH TO 3.500*2:905 MS21920—30 
RUNNING OFF PART i GUEF RETAIL 2.050+0.005 CLAMP (REF) 


SCALE 2:5 
i : A DESIGN DRAWN BY 
on oan? cr 
MS21920-28 CLAMP (REF) THIS DOCUMENT IS PRIVATE AND CONFIDI CHECKED APPROVED DRAWING NO. RED 
AND IS SUPPLIED ON THI co a PAT D412-664-243 SHEET 2 OF 3 
| 2 cor COMM DATE TME SCALE 
PERSON WITHOUT WRITTEN PERMISSION FROM 

07.03.09 CROSSTUBE ASSEMBLY (412 HI AFT) 1:10 


DETAIL A; CROSSTUBE CUFF 


— 4.971+0.030 
—— 5.393+0.030 


30° X 0.500 DEEP 


A CHAMFER 


SEE DETAIL B 


> 


3.42978 098 3.50078 095  3.526*2:805 


RUN OFF 
A PART 


parr EE 

CHECKED APPROVED | DRAWING NO. REV. D 

com O | [TS D412-664-243 SHEET 3 OF 3 
DATE TE SCALE 


ACUREN | | | 


CLIENT DATE 
ATTENTION ACUREN JOB NO. 
ADDRESS 5 Ya na PO/WO No. 


EN + WORK LOCATION 


st TRE AE [DATE JA Å 
WT Y TUBE Y I. f 
pat Er Ere > | 


7 1 n IO { =; A Tat Munn pe o 


PART TNO. / È 

å T 5 ak. Paj Ze 5 A | È 
SCOPE LAICA VER necte Pa po ASE Å Å lao 7 Tora ATC yes Å 
TEST DETAILS A ane AA i ane: Ai i i ARCA Leh VE è 
METHOD JØRFLUORESCENT Q VISIBLE LR WATER WASH O SOLVENT REMOVABLE "O POST EMULSIFIED. i 
FAMILY BRAND BAN A BLACK LIGHT SIN SX (ES Z QOUTPUT» 1000 y W/cm? DAMBIENT«2f | 
PENETRANT =. i — l MINIMUM DWELL TIME kan ¿Su IN. [LIGHTING Equip. O FLASHLIGHT O TROUBLELIGHT A OUTPUT>100 f fc @ SURFACE | 
PENETRANT REMOVER MINIMUM DRY TIME »10 MIN. {OTHER Ri Ni E DATE kai j 


DEVELOPER SKO a MINIMUM DWELL TIME 10 MIN. [LIGHT METER S/N CAL DUE DATE 

JEVELOPER TYPE fa NONAQUEOUS O Aqueous ODRY | | | i EG 
TEST SURFACE | | 
SURFACE CONDITION Q AS GROUND O AS WELDED O MACHINED Q SHOT BLASTED CLEAN BARE METAL 
SURFACE TEMPERATURE O < - 4°C/ 20°F Q - 4°C/ 20°F TO 10°C/50°F i BADCISO TO 52°C/125°F Q > 52°C/125°F I 
RESULTS- (O Metric OQ IMPERIAL) å 


3 i 


. Ti Ls aspe Fed hed heck - E e AI 
EVA ia L the DE ARE. ui - é 
SI deh Ch ST IGS. ACE: AT : 
| Fe cemcved a ANY Ci | 
I Ba he suna i | 
pes LE) I dat TS — MO vi 


Sr 


ai 


REO OEA el 


cope of Services 
he agreement of Acuren Group Inc. to perform services extends only to those services provided for in writing. Under no circumstances shall such services extend beyond the performance of the requested services. It is expressly understood È 
rat all descriptions, comments und expressions of opinion reflect the opinions or observations of Acuren Group Inc. based on information and assumptions supplied by the owner/operator und are not intended nor can th construed É 
epresentations or warranties, Acuren Group Inc. is not assuming any responsibilities of the owner/operator and the owner/operutor retains complete responsibility for the engineering, manufac ture, repair and use decisions as a result of I 
ata or other information provided by Acuren Group Inc. In no event shall Acuren Group Inc.'s liability in respect of the services referred 10 herein exceed the amount paid for such services é 
tandard of Care i 
a performing the services provided, Acuren Group Inc. uses the degree, care and skill ordinarily exercised under similar circumstances by others performing such services in the same ar similar locality. No other warranty, expressed vr i 


aplied, is is made or r intended by Acuren Group Inc. o 
SIGNATURES _ A i ji Å 
EEE an rune e = ERES TN LS SREY E a ld lan ie? km RED ERE PV SENTERET 
SLIENT reser Se ey Pres AC JA e Li Un TA DTR # å LIT Å 
3 PRINT Y Zi a SIGNATURE : i 
TECHNICIAN (SIGNATURE): +» REPORT 4 
PA g REVIEWED BY: 
JAME (PRINT): ` i FET SG AUF NAME INITIALS 
qe TECHNICIAN 2° TECHNICIAN i 
CGSB LEVEL SNT LEVEL — CGSB LEVEL SNT LEVEL i 
AL aw IE e a4 
CGSB REG. No IF SF CGSB REG. No 


WHITE — CLIENT COPY CANARY - OFFICE COPY PINK — TECHNICIAN COPY GOLD - OFFICE COPY 


PT Sept 2005 


GA E LIQUID PENETRANT TEST REPORT P- 09853 
\CUREN 

PAGE | OF | 
DATE CET BO-EZ me AM Fa PM Q 


SLIENT 

ATTENTION Acuren Jos No. 15% O ATOU 

ADDRESS PO/WO No. AG FÅ. f 
WORK LOCATION 
ACCEPTANCE STD. 

PROJECT po 


Jos DESCRIPTION É | PROCEDURE NO. LTSGAAREv/DATE TECHNIQUE NO. XL T=x = REV./DATE ii f 
PART NO. DD A bek L SE: ' DA WTA (OV MATERIAL Alnclined Alu An THICKNESS i 


am external Sur COL | 


3COPE 


[EST DETAILS E = i Å 
AETHOD RIT LUORESCENT Q VISIBLE i A SOLYENT REMOVABLE G Post EMULSIFIED | 
FAMILY BRAND Peo neu WY EBLACK LIGHT S/N REZ En > 1000 p W/cm? Q AMBIENT < 2 fc 
?ENETRANT Pa 4 MINIMUM DWELL TIME 2045 MIN. LIGHTING Equip. O FLASHLIGHT Q TROUBLELIGHT DO OuTPUT>100 fo @ SURFACE i 
JENETRANT REMOVER Hal MINIMUM DRY TIME >10 Mn. former CALNE I ATE AN: MRAZ 

JEVELOPER S > AD 5. MINIMUM DWELL TIME 10 MIN. [LIGHT METER S/N CAL DUE DATE 

JEVELOPERTYPE ÆFNONAQuEOUS DI AQUEOUS ADRY 

TEST SURFACE 

SURFACE CONDITION Ci AS GROUND Li AS WELDED I O MACHINED) SHOT BLASTED n CLEAN BARE METAL — 
SURFACE TEMPERATURE [1 < - 4°C/ 20°F - 4°C/ 20°F TO 10°C/50°F — _____©M0°C/50°F TO 52°C/125°F > 52°C/125°F 


RESULTS- (O METRIC O IMPERIAL) 


Y: ma 
dc feer vere EN 


i 


scope of Services 

“he agreement of Acuren Group Inc. to perform services extends 
hat all descriptions. comments and expressions of opinion reflect the opinions or observations of Acuren 
presentations or warranties. Acuren Group Inc. is not assuming any responsibilities of the owner/operator and the owner/operator retains complete 
zation provided by Acuren Group Inc. ‘In no event shall Acuren Group Inc.'s liability in respect of the services referred to herein exceed the amount puid for such services. 


s only to those services provided for in writing. Under no circumstances shall such services extend beyond the performance of the requested services. It is expressly understood $ 
Group Inc. based on information and assumptions supplied by the owner/operator and are not intended nor can they he construed as fi 
er responsibility for the engineering. manufacture, repair and use decisions as a result of hef 


others performing such services in the same or similar locality. No other warranty, expressed or 


EE ou er a EEE recem == - a 


SENT REPRESENTATIVE - AO OK aay PA pe DIRA I als 4 


siena fare ne TT 


= REPORT 


FFD LATT REVIEWED BY: 
NAME (PRINT): Z AT TAY NAME INITIALS 


1% TECHNICIAN 2% TECHNICIAN 


CGSB LEVEL L. SNT LEVEL O Z CGSB LEVEL SNT LEVEL 
CGSB REG. No ADE CGSB REG. No 


WHITE — CLIENT COPY CANARY — OFFICE COPY PINK — TECHNICIAN COPY o GOLD — OFFICE COP 
sta: : PT Sept 2005 


Dart Aerospace Ltd 
WIO: WORK ORDER CHANGES 


Approval | 
| DATE | | STEP | [ PROCEDURECHANGE | | PROCEDURECHANGE | | Date | Ge Chief Eng / ` Approval 
Prod Mgr nspector 


Part No: PAR #: Fault Category: NCR: Yes AS VA A Date: dos 
QA: NIC Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 
Description of NC — - — Verification | Approval | Approval 
DATE | STEP Section A Initial Action Description Sign & Section C Chief Eng | QC Inspector 
Chief Eng Chief Eng Date 


ChaPing Sheild WAS bont Ke mane chef ee 
pan [os al. O |and Sa veed all avoun 


NOTE: Date & initial all entries 


H: FORMS Quality Assurance\approved OANCRWO RevD 


